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Work Order I ID 91851 


COTRBA* 


e Page 1 
October-19- 127 12: 46: 38 EM” Í : 
` Кт *አ9በበበ4በ1በበ* ss *ከጻተ* 
It Mid Tube Assembly Stop # N S 2 * 
\ Start Date: 10/18/12 Start Qty: 1.00 ' *4* Cust Item ID: + 
T a 
i Required Date: 11/09/12 Req'd Qty: 1.00 : *4 * Customer: 
^» he: М 4 : K 
x “Reference: + 
“Ae. a a QE I р | 477% Run Start ж х „№ 
Approvals, ` Process Plan: Ж m Date ZOT Tooling: Д Date: 8 М R 1 (i 
. | Sto 
ОС: u Date: SPC (Y/N): |. Date: | | |. n *N R 2 
| " Sequence ID/ x | Operation - ME . бе Up/ mM ToolID — Tool& Plan Accept Reject Reject Insp. 
| Work Center iD. Description _ Run Hours Code Qty Qty Number Stamp 
| | Draw Nbr Revision Nbr | т 
| | 03391. i E ~ 
To e, с 0.00 ር 4752 жаа ааа ы ы po . 
*4በበ* .. Skidtubes ን 
Skidtubes |. Memo | 0.00 = Е 
ü Си tube to.finish length as per Dwg 03391 
"S Identify as D3391-013 
Drill pilot holes using DT8796 (including "B" holes) and drill only | fwd 
saddle hole on one side only as per Dwg D339] 
Open saddles and GHW holes to 90,375" exept for fwd saddle hole 6f detail 
"Jj" . i М 
“SRemove .030" from Fwd indexing Ridge as per Dwg D3391 Е 
“Remove indexing ridge on Fwd & Aft end of skidtube as рег Dwg 03391 a 


““Бевшт 


-8-Drill #30 pilot holes using wearplate Jig 078217 Identify д0. 250" holes with 
paint marker, 


“Open wearplate holes of D3391-013 assembly detail section G-G to 00.250" Í 


(14 holes) as per Dwg D3391 and 2 holes in section Detail "J", do пої орен 
wearplate holes of section "J" P 


—5<Ореп wearplate holes of D3391-013 assembly detail section H-H to 
00.297" (20 holes) as per Dwg D3391 


: = DQA: Date: ` 
NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE т ск * 
Yon QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Skid-tube Crosstube Water Jet Engineering 
Part No. Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is| | Thermoforming Finishing Rec/Store/Packaging| | “ Other| |. 
Work Order Update gu Large Fab Composite | Supplier | 


Description of work order update Initial Action Sign & 
Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector + 


FAULT CATEGORY 


Landing Gear General | 
m Bending | ፳፪ Вепа ШЕ | Grain Ovalized - Pressure/Forced 
E Centre Nót Concentric to O/S | BOM/Route = | Hardware > Over/Under tolerance Temperature/Cure 
| Cracks | Broken/Damaged | Inspection Incomplete Part Incorrect Weld 5 
| | Crushed/Crimped. 2 m Burrs m Instructions Incomplete/Unclear Part Lost/Missing ` Wrong Stock Pulled 

| Cuffs DUE | Contamination | | Maintenance Part Moved 

Ш Heat Treat | Countersink E Mislabeled | Positioned Wrong ` 
| Inspection Strip in Tube | Cut Too Short | м Misread Power Loss/Surge ፳፪ Other 
| | Ripples in Bend || Drill Holes || Offset 
m Torque Waves in Extrusion = Drawing | Out of Calibration 
m Turning Sequence E^ m Finish | Out of Sequence 


E Folio . 


|| Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| [Outside Dimensions 


+2 Locate electric step holes at 39.6875" from fwd end and drill using DT 9612 
-Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 


24. Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 
tranfer drilled pilot holes in D3391-013/-011 to 0.438" dia. in D3391-011 


TAN Transfer drill 2 wearplate holes into D3391-011 using DT8217, locating 


from two previusly drilled holes, drill remaining wearplate holes into D3391-011. 


Te Locating from two fwd wearplate holes drill remaining 6 wearplte holes in 
D3391-011 using DT8937 


re 


2-22 2... 


23- ОМ FIRST SIDE ONLY drill ош 2nd and forth fwd saddles holes to 0.500" 
as per 


24- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". 


` 
Work Order ID 91851 *9 18 51* * Page 2 
October-19-12. 28 46:38 РМ 
Пет П): [33391 -013 Accept ET у nn* Setup Start *N Q4 * 
Revision ID: ` 
Item Name: a Tube Assembly Stop * N Q 9 * 
{ ‘Start Date: 1048120 Start Qty: 1.00 *4* Cust Item ID: 
. Required Date: 11/09/12 Req'd Qty: 1.00. *4* Customer: 
Reference: үз < 
5 š == - u Run Start ж * j Ы 
-Approvals: Process Plan: ‹ Date * Tooling: = Date: _ N R 1 | 
Sto 
ос: i Date SPC (Y/N): . Әй ____ " *NR2* x 
Sequence ID/ Operation - | . Setl Up | .- ToolID Tool# Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp М 
z “T%Open .375" holes to .438" ***do not open fwd saddle holes*** у 


12-10-24 — 


Ттт ORE BETTE ET TUE 7 


- ООА: 
WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed:: 


AGAINST DEPARTMENT/PROCESS 


DISPOSITIQNS. 
Work Order: Жж. 


Rework Skid-tube Crosstube 4, Water Jet | Engin 

Part No. Scrap Machining Small Fab Prod. Eng. Соог. || “ጅስ 
Use-as-is Thermoforming Finishing Rec/Store/Packaging ШЕ 
МСА Мо. Work Order Update Large Fab Composite ድፍ Supplier} | 2 


Description of work order update Initial Action Sign & | 
Date | Step | Qty or Non-conformance Chief Eng Description ^ Date Verification 


Doc/Data 


Equip/Tooling 


Unapproved 


FAULT CATEGORY 
Landing Gear General 
| Bending | Вепа || Grain Ovalized Pressure/Forced | 
| Centre Not Concentric to O/S | BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
м Cracks m Broken/Damaged || Inspection Incomplete Part Incorrect’ — Weld 
| Crushed/Crimped. a Burrs | Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pull 
| |Cuffs | |Contamination | |Maintenance Part Moved | 
| {Heat Treat | Countersink || Mislabeled Positioned Wrong 
| Inspection Strip їп Tube | Cut Too Short || Misread Power Loss/Surge | Other 
|| Ripples in Bend m Drill Holes || Offset 
| Torque Waves in Extrusion | Drawing || Out of Calibration 
| | Turning Sequence | Finish : m Out of Sequence 


m Wave/Twist in Tube | Folio Hm Outside Dimensions 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


re 
x: 


er ID 91851 


Жесс 


"01ጸጻ15 


Page 3 


መ E E 


Зет * * Setup Start Ж * 
оо: Nannnant nn *NS1 
| Пет Name: Mid Tube Assembly Stop ж М с 2 * 
e Start Date: 10/18/12 Start Qty: 1.00 *4* Cust Item ID: 
| E Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
| Reference: m 
2 DE ü 55 ርይ ለንክ Run Start *N R 4 mJ 
Approvals: ProcessPlan: . 9 ፦ _ Date Tooling: елле መመ) Date: 0. .: j 
. Sto 
QC: : Date SPC (Y/N): Dates P x МР2* 
Sequence ID/ Operation . - °` Set Up/ ` ToolID Тоо! # Plan "Accept Reject Reject Insp. 
ork Center ID Description x Run Hours Code Qty Qty Number Stamp 
25- Deburr and blow out all chips from inside tube 
QC5- Inspect part completeness to step on W/O 0.00 QAS 
* * \ 05 l 
11N A. Se /¿ [p Zl 
Memo 0.00 
Quality Control 
ን Chemical Conversion Coat per О$1005 4.1 0.00 
=4-በ* ЖО “6 2O2 
Memo 0.00 
and Finishing 
| QC7-Inspect Chemical Conversion Coat 0.00 
*4ኋበ* Ф wlofac 
QC 0.00 


Quality Control 


Memo 


мА 


DISPOSITION 
Work Order: 


Rework Skid-tube Crosstube 
Part No. Scrap Machining Small Fab Š 
Use-as-is Thermoforming Finishing кесінеее/52 азиз 
NCR No. Work Order Update Large Fab Composite a. SUP Dler 


ጋን 


Root Description of work order update Initial Action Sign & qe = መጫ 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verifica a ዐር Inspector : 


FAULT CATEGORY 
Landing Gear General p M. 
| | Bending м Вепа Ш Grain Ovalized - E Pressure/Forced 
E Centre Not Concentric to O/S | BOM/Route m Hardware ፡ 1 le \ ats. ture/Cu re 
| Cracks | Broken/Damaged = Inspection Incomplete | 4 ш 9% ME 
|. |Crushed/Crimped. м Burrs | Instructions incomplete/Unclear i ost) Missing; ТЕА Wrong Stock Pulled! 
| [Cuffs | [Contamination | |Maintenance ግ. 
| Heat Treat Countersink | Mislabeled 
NH Inspection Strip in Tube m Cut Too Short | Misread 
и Вїррїе< їп Вепа || Drill Holes Ш Offset 
| Torque Waves їп Extrusion М Drawing || Out of Calibration 
Bm Turning Sequence || Finish ጆቹ Out of Sequence 
m Wave/Twist in Tube || Folio | Outside Dimensions 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


x 


ላ 


* * 
91851 Page 4 
Accept * * 
NQNNNANANN* ““ зеп *NS4* 
ብያ Mid Tube Assembly Stop # N с 2 ж 
- 10/18/12: Start Qty: 1.00 "1" Cust Item ID: 
Req'd Qty: 1.00 *4 * Customer: 
DEEST E i кч Ug Е Run Start x жн 
' Approvals: Process Plan; 2 Date: Tooling: Date:_ N R 1 ል ከ. 
d Stop EV у 
| : ; : * эх 
| қ ዐር: Date SPC (Y/N) = Date: — .: N RI -ሙ... 
| Sequence ID/ Operation | I ‘Set Up/ ` ToolID  Tool# Plan | Ассерї Reject . Reject “Insp. e" 
г Work Center ID Description Run Hours Code Qty Qty Number Stamp 
Mis 0.00 D | E 
Skidtübes 
ues _ _ 88 
Мето 0.00 


1- Open holes to finish size as per dwg. 


CE BOIS 


— 


2- Ргераге for welding 


3- Bond web in place as per Dwg D3391 & QSI 015. 
******Ensure Web Aligment ****** 


A/R Sikaflex Batch: 9 5 


Exp. date: 2 ጋው ደ x 


QC5- Inspect part completeness to step on W/O 0.00 


l Q 


0.00 


Memo 


ООА: Date: NM 


NCR: Yes / No | WORK ORDER NON-CONFORMANCE / UPDATE " 
QA Closed: Date: ' 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty. or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT оо о FAULT CATEGORY . . 0 . 0. ... O 
Landing Gear General 
| Bending м Вепа || Grain | Ovalized Pressure/Forced 
| | Centre Not Concentric to O/S м ВОМ/Воще gn Hardware Over/Under tolerance Temperature/Cure sU 
m Cracks . m Broken/Damaged g Inspection Incomplete Part Incorrect Weld 
+ | | Crushed/Crimped. ` | Burrs || Instructions Incomplete/Unclear Part Lost/Missing ` Wrong Stock Pulled 
| | ርህቨ5 a Contamination | Maintenance Part Moved 
|| Heat Treat | Countersink | Mislabeled Positioned Wrong | 
| Inspection Strip їп Tube || Cut Too Short m Misread Power Loss/Surge m Other 
| Ripples п Bend м Drill Holes | Offset 
| Torque Waves in &xtrusion . EN Drawing | Out of Calibration 
| Turning Sequence m Finish m Out of Sequence 


Ш Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| Folio 


| Outside Dimensions 


Work Order ID 88 o * 
October-19- 12 12: 46: 38 PM за 1 ጸ5 1* 


Раре 5 


item. ID: D3391 -013 Р B *Nonnnant በበ* Setup Start *NS1 * 


Revision ID: 


Item Name: Mid Tube Assembly Stop # М с 2 х 
Start Date: 10/18/12 Start Qty: 1.00 xA * Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
к re | ~ и .። ሚው ፡%ሙ ኤራ: ы Run Start x * 
Approvals: Process Plan: 0 | |. рае: Tooling: .. . Date: č М R 1 
і x Sto 

QC: z | Date: SPC(Y/Ny |... Date | Е р *N R2* 
Sequence D ne Operation Е i mE ` Set Up/ ° ToolIiD  Tool& Plan Accept Reject Reject Insp. 
Work Center ID Description | Run Hours Code Qty Qty Number Stamp 
160 0.00 
* 4 RN* Skidtubes 
Skidtubes Memo 0.00 77 = == т 
Skidtubes 1-Weld crossbolt spacer as per dwg 03391 & QSI 004 

AIR ALUM Batch: MAA. 12327 BE 70-9 


2-grind weld flush кр /2- 0-2 q 


3- Transfer drill electric step pilot holes only from D3391-013 into D3391-015 
4- Open elecrtic step holes 0.391"per dwg D3391 (section L-L) 
IZ - /0+27 
5- Open elecrtic step holes 0.297"per dwg D3391 (section M-M) 
6- Open elecrtic step holes 0.250" per dwg D3391 (section LL-LL) 


170 QC10- Inspect visual per 051004- ground welds 0.00 


“#4 70% 
QC 


Quality Control 


፪ | 
Memo TE x MS ob " = EO 


8 


SRN EL GE. AC SC SET 


ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. i 
Use-as-is Thermoforming Finishing Rec/Store/Packaging 
NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & | 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification OC inspector | | 


[ 
i 


FAULT АО | 

Landing Gear General 
E Bending | | Bend м Grain Ovalized Pressure/Forced 
፳፪ Centre Not Concentric to O/S Г | BOM/Route | | Hardware Over/Under tolerance Temperature/Cure 
| [Cracks ፳ Broken/Damaged ፳፪ Inspection Incomplete — Part Incorrect weld . DU 
Ш Crushed/Crimped. м Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
|| ርህቨ5 ፻፳ Contamination | Maintenance Part Moved | 
М Heat Treat E Countersink | Mislabeled Positioned Wrong 
| Inspection Strip in Tube E Cut Too Short || Misread Power Loss/Surge a Other 
| Ripples in Bend | Drill Holes m Offset 
Е Torque Waves in Extrusion E Drawing = | Out of Calibration 
| | Turning Sequence m Finish m Out of Sequence 


mi Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


| | Folio 


m Outside Dimensions 


I таа аы 


Work Order ID 91851. 


October-19-12 12:46:38 PM 


"01ጸጻ1* 


Раре 6 


*አከ9በበበ4ፈበ1በበ* 


Нет 10: D3391-013 Setup Start *N с 4 х 
Revision ID: I 5 
Item Name: Mid Tube Assembly Stop * N Q 2 * 
Start Date: 10/18/12 Start Qty: 1.00 * E Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
i š " Run Start x * 
Approvals: Process Plan: | | |. Date Tooling: Po Date E N R 1 
Sto 

QC: Date SPC (Y/N): . ዑዲ. pate 00 Р چ‎ МР2* 
Sequence ID/ ` Operation Set Up/ “Tool ID ዝ001# Plan | Accept “Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 ОС5- Inspect part completeness to step on W/O 0.00 OAS 
*4ጸበ* (96 wer 
QC Memo 0.00 A 2, Ў ct NE 
Quality Control | 
185 Pressure Wash per О$1005 4.3 0.00 WU 
*4ጸጻ* /ደ | 
HandFinish Мен 0.00 | ጳ /ሪሪ é 
Hand Finishing AND REALODINE AS PER PAR09-043 

` 190 White Gloss(Ref:4.3.5.1) рег 051005 4.3-Alum 0.00 ፇሪ 
*1ОП* А X. 
*Powdercoat Memo =ሟ (7 0.00 | o / 6 ; 
Powder Coating (d a О 
START TIME: q - ገል (2 ርጋ 
OVEN TEMPERATURE: _ 


NTC 


FINISH TIME: о 
1 “ 5 


ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality | 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification Qc Inspector . 


FAULT [б FAULT CATEGORY 000000 O O 
Landing Gear General 
| Bending || Вепа | Grain Ovalized Pressure/Forced 
m Centre Not Concentric to O/S | BOM/Route || Hardware Over/Under tolerance Temperature/Cure: 
Ш Cracks || Broken/Damaged | Inspection incomplete Part Incorrect Weld 
| Crushed/Crimped. | Burrs | Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
a Cuffs || Contamination || Maintenance. Part Moved 
| Heat Treat m Countersink | Mislabeled Positioned Wrong 
Ш Inspection Strip іп Tube || Cut Too Short Ш Misread Power Loss/Surge || Other 
N Ripples in Bend || Drill Holes | || Offset 
м Torque Waves in Extrusion || Drawing | Out of Calibration 
| Turning Sequence Ш Finish | Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| [Folio 


Ш Outside Dimensions 


fe U uE ae enl 


Work Order ID 9185 
October-19-12 12:46:38 PM 


D3391-013 


Accept 


ዘመ ID: *NONNNANANN* ““ sar *NS4* 
Revision ID: - | ` 
item Name: Mid Tube Assembly Stop ж N © 9 * 
Start Date: 10/18/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: | 
йаа ya ማረና emer e Е ` Є Run Start ж х 
Approvals: Process Plan: Date: | Tooling: а Date: М R 1 
Stop 
Qc: 8 Ва: SPC(Y/Ny ም o Date:  . .: * N ነ 2 * 
Sequence ID/ Operation i Set Up/ m ToolID  Tool# Plan “Accept | Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
200 QC3- Inspect Part Finish 0.00 
*2በበ* ly d ШЕГІН 
QC Memo 0.00 
Quality Control 
230 0.00 nage tne 
*2ኋበ* HandFinishing \ | | nh | | 
| с 
HandFinish Meio 0.00 ‚ wx - A. IS 
Hand Finishing ^1. press fit D3591-1 spacers using DT9416 starting from 0.500" side | 
— Install inserts 
240 QC5- Inspect part completeness to step on W/O 0.00 ©А$ 
*2ፈበ* ІРІ Dem 2. 
ос КЕДЕН 000 * ዬፁይ [ [5 
Quality Control Inspect thread of each insert using DT8821 


ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


| ج‎ Е 


FAULT ا‎ - የለሀፐርጳለፔሼፔ6ር6ኛ - .: | 
Landing Gear General 
m Bending | Bend en: Ovalized Pressure/Forced 
| Centre Not Concentric to O/S | BOM/Route | | Hardware Over/Under tolerance Temperature/Cure 
| [Cracks | Broken/Damaged Е Inspection Incomplete Part Incorrect Weld 
| Crushed/Crimped. z= Burrs ጩ Instructions incomplete/Unciear Part Lost/Missing Wrong Stock Pulled 
m Cuffs м Contamination m Maintenance Part Moved 
|| Heat Treat m Countersink Mislabeled Positioned Wrong 
| Inspection Strip in Tube | Cut Too Short ` Mišread Power Loss/Surge и Other 
|| Ripples in Bend | Drill Holes Ш Offset 
| Torque Waves in Extrusion | Drawing m Out of Calibration 
| Turning Sequence | Finish m Out of Sequence 


и Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


| |Fotio 


Е Outside Dimensions 


Work Order ID 4840500 . -  *618ጻ1* е 


October-19-12 12:46:38 РМ 


о ዑ. ጮ  *ከክፀ6በበበፈበኅበበ* *” ser *ከጻ1* 


3Revision ID: 


Item Name: Mid Tube Assembly Stop # N с 2 ж 
Start Date: 10/18/12 Start Qty: 1.00 жж Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4* Customer: 
Reference: 
ው መ S | I ey yen Run Start д * 
Approvals: Process Plan: u .. Date: Tooling: Date: | М R 1 
Sto | 
ОС: Date: ` SPC (Y/N): Date: _ P x N R 2 ж 
Sequence ID/ Mo Operation . Ë | Set [ዞ/ ° FoollD ፲001# Plan ` Accept Reject | Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
250 0.00 
*2ደበ* HandFinishing ML | | 
'HandFinish Memo 0.00 а= - Ç МА-А e 
Hand Finishing ~~ Assemble as per dwg 03391 
260 ОС5- Inspect part completeness to step on W/O 0.00 
QC Memo 0.00 м. 


Quality Control 


270 Identify as per dwg & Stock Location: (13 \ Су 0.00 Q ኋ ነራ a 442 ба ሰ d | 
*27በ* | 541 22 | MT; Jd. Lu ie 
Packaging Memo 0.00 


Packaging 


ООА: Date: 
NCR: Yes / № WORK ORDER NON-CONFORMANCE / UPDATE ° 
QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT ОАО .: . .  .-. . . . . . . . - | 
Landing Gear General 9: Pi 
| Bending || Вепа | Grain Ovalized Pressure/Forced 
|| Centre Not Concentric to O/S m BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
Ш Cracks || Broken/Damaged || Inspection Incomplete Part incorrect Weld 
| Crushed/Crimped. E Burrs Ш Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
m Cuffs | Contamination ) | Maintenance Part Moved 
m Heat Treat E Countersink m Mislabeled Positioned Wrong 
|| Inspection Strip in Tube E Cut Too Short ፪፻ Misread Power Loss/Surge መ Other 
፻፪ Ripples in Bend m Drill Holes @ Offset 
|| Torque Waves т Extrusion m Drawing || Out of Calibration 
|| Turning Sequence | Finish | Out of Sequence 


| [Eolio 


Ш Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| [outside Dimensions 


Work Order ID 91851 


Page 9 


October-19-12 12:46:38 PM 
Item ID: D3391-013 Accept *NOOOO0AO01 00* Setup Start ҰМ с 1 * 
Revision ID: р p 
Item Name: Mid Tube Assembly Stop # N с 2 * 
Start Date: 10/18/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/09/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Ti POLEN жан за d ES በ መሪ "ow Run Start #ጁ ж 
Approvals: Process Plan: Date: Tooling: Жанту” _ pate: 0 0 -. М R 1 
Sto 
ОС: . Е _ _ Date | | РС (ҮЛ): ТО Date: P ж М R 2 * 
Sequence ID/ Operation I ` Set Up/ | b Тор Tool# Plan Accept ሽ Reject Reject 
Work Center ID Description Run Hours Code Qty Qty Number 
280 QC21- Final Inspection - Work Order Release 0.00 p 
QC Memo 0.00 = "i 5 
Quality Control 


ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Smail Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


ЕЖЕ en == 
 . .  .  .-.፣ -. .- - - .- .- .- -. - FAULT CATEGORY .:. . O САТЕСОКҮ 
Landing Gear General 
м Bending - Вела ፻፪ Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S m BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
Bn Cracks м Broken/Damaged Е inspection Incomplete Part incorrect Weld 
a Crushed/Crimped. m Burrs || Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
E Cuffs || Contamination | Маїпїепапсе Part Moved 
| Heat Treat Е Countersink | Mislabeled Positioned Wrong 
|| Inspection Strip т Tube || Cut Too Short | Misread Power Loss/Surge m Other 
E Ripples in Bend | Drill Holes Е Offset 
m Torque Waves in Extrusion Ш Drawing | Out of Calibration 
= Turning Sequence | | Finish | Out of Sequence 


B Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


RE Folio 


| Outside Dimensions 


Work Order ID: 
Parent Item: 


Parent Item Name: 


Comments: 


` Picklist Print 
October-19-12 12:46:37 PM 


91851 
D3391-013 
Mid Tube Assembly 


IPP A05.12.13New IssueEC 
ІРР B06.02.09Dwg rev.D 
IPP Rev:06-03-28 
EC 

IPP Rev:E ECN 1056 07-11-13 DD verified by: EC 

IPP Rev:F 08-07-28 chg 0.332" to 0.391" dim. hole in comment DD verified by:EC 
IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 


EC 


Update Manufacturing Instructions JLMIPP rev D 07.03.14 dwg Rev F 


Start Date: 10/18/12 
Start Qty: 1.00 


Required Date: 11/09/12 | 
Required Qty: 1.00 


ІРР Rev:H 08-09-10 revH as per dwg DD verified by:EC IPP rev J 10.03.30 revised process, 
added D3391-015 to pick list EC verified: DD OL 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof Qty on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
ALS4-1032-130 x iia Purchased No 3.041000 26 " 1 26 l | 
Insert = A, СК (C. 
ALS 4 ` (032 560 Location Loc Ot Loc Code 
279 2652 
122763 2652 X Cs 
ST280 205 
119084 116 
120671 89 
ST281 44 
120807 36 
120837 8 
ST282 140 
121269 140 
ALS4-428-165 Purchased No 230 Each 409.0000 4, 4 | | 
Inserts T ጧ. [L 14 (Z 
Location Loc Qt Loc Code 
FP002 409 
114172 18 
117769 391 Y -| 
AN960C10L NAS1149C0332R — Purchased No Each 21.0000 4 
washer А ДА. \ к | 7 " 
Location Loc Oty Loc Code 
ST й 141175255 уч 
107534 21 


DQA: Date: 


QA Closed | 


DISPOSITION 
Work Order: 


Rework Skid-tube Crosstube 

Part No. | Scrap Machining Small Fab 
. | Use-as-is Thermoforming Finishing 

NCR No. Work Order Update Large Fab Composite 


Root Description of work order update Initial Action Sign & 
E Cause Date | Step | Qty or Non-conformance Chief Eng Description ` Date 


Unapproved. . 1180 


. FAULT CATEGORY 

d ud | Landing Gear . General 

( | | | Bending i | Bend | Grain Ovalized 

Ш Centre Not Concentric to ት 0/5 | BOM/Route | Hardware Over/Under.tolera nce 

| [ርጠ66 | || Broken/Damaged | Inspection Incomplete Part Incorrect С О 
| Crushed/Crimped. | Burrs: | Instructions Incomplete/Unclear Part Lost/Missihg 

| [Cuffs | Contamination | Maintenance Part Moved  ..- 
|| Heat Treat ` m Countersink | Mislabeled Positioned мо 
|| Inspection Strip in Tube m Cut Too Short | Misread Power Loss/Surge 
| Ripples in Bend Ш Drill Holes м Offset ui 
Ш Torque Waves in Extrusion || Drawing || Out of Calibration 
| Turning Sequence m Finish | Out of Sequence 

|| Wave/Twist in Tube || Folio | м Outside Dimensions - 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G | | 


[*- ፡. - е * іл ste የኔ ي‎ a gt v ve uU. QU. ا‎ ቐሌ- A ሦር: ይ «ГАР. i^ чу E ی اک ی‎ | 


;Picklist Print Page 2 
Qctober-19- 12 12:46:37 PM 
нө ique 2 ቸም sik! Cogo dud Dal Шал Vay Se Ca S gh HER መትት መች VERS > ሸም ው x ሪጅ ንም ፡ РЕ adstat ቺን ው МЫЛ ሻን. ДИЕ Т: jet ыыы ae 6 Ç 2 Y M [ 
z Work Order ID: 91851 
Parent Item: D3391-013 Start Date: 10/18/12 Required Date: 11/09/12 
; ፳፻“ Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
| " AN960C416L Purchased 250 Each 0.0000 & Y. 3) 4 
и, oce сш ЧЕ 
D2500-1-100 Manufactured | No 100 Each 161.0000 1 1 P 
Skidtube Extrusion В CE 2 Le © YE 
` Location Loc Qty Loc Code 
HALL 161 
50251 3 
. 8 57 - 
101 (7 ) 
Manufactured No. Each 9.0000 I 
"j Location Loc Qt Loc Code 
P - LG 9 
= £ 85508 5 
и N 86687 т a 2:5 
933911 Manufactured No 140 Each 0.0000 1 1 — 
Fwd Tube Assembly | \%7Ч 35 / (0 ፡፡ ርጋ О СЗО M 
р3391-015 - Manufactured No / 160 Еасһ 0.0000 1 1 
Aft Tube Assembly # 2 GO [ R = መ“ A 2-22-29 
| 03591-1 Manufactured No 230 Each 43,0000 2 2 | zz 
Bushing . MAL. ul ML | ЕЙ асыла сез 
Location Loc Qty Loc Code 
FP 5 
80377 4 š š 4 
82027 ] 
57059 38 
57350 1 
‚33231. 37 ОЕ СЕЕ 


October-19-12 12:46:37 РМ Shop Packet Print - I КЕЗ mE Page 2 


ООА: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. . Quality 
Use-as-is Thermoforming ` Finishing Rec/Store/Packaging Other 

NCR No. Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC inspector 


FAULT | .-..-. .-. .-. .-. . . . . FAUTCATEGORY | 
Landing Gear General 
| Bending м Вепа || Grain Ovalized Pressure/Forced 
|| Centre Not Concentric to O/S м ВОМ/Воще || Hardware Over/Under tolerance Temperature/Cure 
| Cracks || Broken/Damaged | | Inspection Incomplete Part Incorrect Weld 
| Crushed/Crimped. || Burrs Ш Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
м Cuffs Ш Contamination a Maintenance Part Moved 
a Heat Treat Ш Countersink m Mislabeled Positioned Wrong 
|| Inspection Strip in Tube | | Cut Too Short | Misread | Power Loss/Surge || О{һег 
Nl Ripples in Bend | Drill Holes | Offset 
|| Torque Waves in Extrusion || Drawing || Out of Calibration 
|| Turning Sequence || Finish || Out of Sequence 
| Wave/Twist in Tube || Folio | Outside Dimensions ` 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Picklist Print 
Qctober-19-12 12:46:37 PM 


Work Order ID: 91851 
D3391-013 
Parent Item Name: Mid Tube Assembly 


Parent Item: 


Page 3 


Start Date: 10/18/12 
Start Oty: 1.00 


Required Date: 11/09/12 
Required Qty: 1.00 


D3672-1 Manufactured No 250 Each 1,361.0000 4 4 
Phenolic Washer "RM AL ulula 
Location Loc Qty Loc Code 
FG 6 
85222 6 
ЕР001 2 
80369 2 
57061 1353 
72229 4 
76277 21 
83608 500 
85222 348 ма 
791325 480 
D3672-3 Manufactured No 250 Each 1,153.0000 4 4 
Phenolic Washer AL. - iud JH | | 3 
Location Loc Qty Loc Code 
FG 8 
34432 8 xd 
5፲061 1145 А 
| 84432 33 I 
86517 102 
88441 500 
89273 510 
October-19-12 12:46:37 PM Shop Packet Print Page 3 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT а 725-232. FAULT CATEGORY: О ее 
Landing Gear General 
| м Bending am Bend || Grain Ovalized Pressure/Forced 
Е Centre Not Concentric to 0/5 и BOM/Route | | Hardware Over/Under tolerance Temperature/Cure 
Ш Cracks Е Broken/Damaged || Inspection Incomplete Part Incorrect Weld 
|| Crushed/Crimped. Е Burrs м Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
| ርህቨ5 Е Contamination E Maintenance Part Moved 
|| Heat Treat = Countersink =፪ Mislabeled Positioned Wrong 
| inspection Strip їп Tube Ж Cut Too Short Ш Misread Power Loss/Surge || О{һег 
| Ripples in Bend E Drill Holes || Offset 
E Torque Waves in Extrusion E Drawing м Out of Calibration 
м Turning Sequence | E Finish Е Out of Sequence 


a Folio 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


|] Outside Dimensions 


MEER же, -. ...- 


' Picklist Print 
October-19-12 12:46:37 PM 


Work Order ID: 91851 


Parent Item: D3391-013 

Parent Item Name: Mid Tube Assembly 
D3681-1 

Spacer 


MS27039C1-09 
SCREW 


MS27039C4-08 
SCREW 


October-19-12 12:46:37 PM - 


Manufactured 


Purchased 


Purchased 


No 


160 
Location Loc Ot 
LG 106 
80361 1 
87611 105 
15001 10 
68958 2 
69893 2 
71845 2 
74874 1 
76004 1 
77501 2 
250 
Location Loc Oty 
FP002 12 
17831 12 
87293 92 
116290 92 
100 
Location Loc Qty 
310 50 
122452 50 
ST310 88 
122141 88 
Shop Packet Print 


Start Date: 10/18/12 
Start Qty: 1.00 


Each 116.0000 
Loc Code 

Each 104.0000 
Loc Code 

Each 138.0000 
Loc Code 


Page 4 


Required Date: 11/09/12 
Required Qty: 1.00 
12 12 


e „#с/й-о—А% 


EN; "S 


EKN M 

4 4 

dA ab 22 
x«l 


Page 4 


ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


` Root Description of work order update Initial Action Sign & 
_Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


 ..- .- ..፣...... . . . . . -. - - አህዘሆርልፔ6ር6፪8ሺ፪ . 00 | CATEGORY 
Landing Gear General | 

м Bending ` ፪፪ Вепа a Grain Ovalized Pressure/Forced | 
Em Centre Not Concentric to O/S м ВОМ/Воще м Hardware Over/Under tolerance Temperature/Cure | 
| Cracks u Broken/Damaged E Inspection Incomplete Part Incorrect Weld | 
| | Crushed/Crimped. | Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 

E Cuffs Е Contamination ፳፪ Maintenance Part Moved 

| Heat Treat E Countersink | Mislabeled Positioned Wrong 

| | Inspection Strip in Tube м Cut Too Short | | Misread Power Loss/Surge Ш Other | 
B Ripples in Bend м Drill Holes | Offset | 
: | Torque Waves in Extrusion Ш Drawing || Out of Calibration | 
м Turning Sequence | | Finish | Out of Sequence 


| Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


м Folio 


| Outside Dimensions 


wA 


FWD TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-011 


TRANSFER DRILL THRU 


D3391-013 


MS27039C4-12 SCREW 
03672-3 WASHER 
AN960C416L WASHER 


4PL 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-015 
AFT TUBE ASSEMBLY 


D4095-051 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
4PL 


WEARSHOE 


ሪእ 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


B . 
r ат’ [PARTNUMBER | DESCRIPTION 
ШЕРУІ 
X | 23251-041 FLOAT SKIDTUBE ASSEMBLY 
Батасын 
ኘ D3391-011 FWD TUBE ASSEMBLY 
1. |D3391:013 — — | MID TUBE ASSEMBLY 
03391-015 AFT TUBE ASSEMBLY 
03591-1 BUSHING 
D3672-3 WASHER 
D4095-041 WEARSHOE 
4095-043 WEARSHOE 
4095-045 WEARSHOE 
D4095-047 WEARPAD 
4095-045 WEARPAD 
4695-051 WEARSHOE 
Gee ee ሠ ሚን 
A BOLT 
АМЗСбА ВОСТ 
BOLT 
ANSBOC10L WASHER 
4 М527039С4-12___| SCREW 
[. 4 | ANS60C416L WASHER 
7 


MID TUBE ASSEMBLY 


D3391-011 OPEN TO 
20.438 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 00.499 
AND INSTALL D3591-1 BUSHING 


4 PL 


AN3C4A BOLT (1) 
AN960C40L WASHER (1) 
20 PL 


04095-045 
WEARSHOE 


A 


AN960C10L WASHER 
6 PL 


3391-044 ASSEMBLY 


GENERAL NOTES 


CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 


1) FINISH: 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


3) TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND ORILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

6) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 

7) FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 


ÁN 4PL 


А 


THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


TRANSFER DRILL @0.50 HOLES FROM SADDLE TO D4095-043 


D4095-043 
WEARSHOE 


4095-049 
WEARPAD 


AN3C6A BOLT 
REF 


AN960C10L WASHER 
4PL 


AN3C7A BOLT 
ANS60C10L WASHER 


REMOVE GASKETS AND REPLACE ALL WEARSHOES; 
PARTS LIST UPDATE, ZN А8-1, ZN A8-2, ZN A6-4, 

ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 
ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, 
ZN B6-4, B2-4, C7-8, C3-8; REMOVED HOLES, ZN D6-4 
ZN 02-4, ZN 07-8, ZN 03-8 
DRAWING UPDATED TO CURRENT STANDARDS. 
SHT 1 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED 20.499 DIM AND 03591-1 BUSHING. 


H SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 @0.438 DIM 
WAS 4 PL. ADDED @0.499 DIM AND D3591-1 BUSHING. 
(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 
REPLACE NAS INSERTS W/ AELS INSERTS 

G SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 


FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 
۴ REMOVE FWD SADDLE HOLE -011/-021 


E CHANGE TOLERANCE, EASE MANUFACTURE 


D UPDATE TOLERANCE, CHANGE HOLE SIZE 
c LENGTHEN AFT EXTENSION 
DRAWING UPDATES 


. ае D4095-047 


WEARPAD 


ЖО 


be oe : 
XDF 11.10.13 


08.08.20 


LIE 


[Сен | 656527 | 


NEW ISSUE 


DESCRIPTION 


[pesen J PH DART AEROSPACE USA, INC 
ሠ. | 1... Sra E OSA INC | 


[cwecxeo |__| DRAWINGNO. 
was | Dh. | 03391 


TITLE 


THES DOCUMENT G 
WRITTEN! 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
PRIVATE AND CONFIDENTIAL AHO IS SUPPLIED ON THE EXPRESS COMOTION THATYT IS 
NOT TO ВЕ USED FOR ANY PURPOSE OR СОРИ? OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
PERMISSION FROM DART AEROSPACE USA, INC. 


PH 05.06.10 
РН 05.02.07 


REV. | 
SHEET 4 OF 6 
SCALE 

NTS 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-021 


SEAL- WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY 


PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-025 
AFT TUBE ASSEMBLY 


D3391-023 
MID TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D4095-051 205 Г; 
МЕАВЗНОЕ 50 e=2=__ D4095-047 
id MESE: | REF 

mo س‎ D4095-043 
2. AN3CAA BOLT WEARSHOE / ) \ 
AN960C10L WASHER D4095-041 D4095-049 
WEARPAD 
iis WEARSHOE АМЗСВА BOLT ANSCOA BOLT REF 
04095-045 / AN960C10L WASHER 
AN3C4A BOLT AN960C10L WASHER РЕ 
WEARSHOE AN960C10L WASHER 6PL 


AN3C7A BOLT 
AN960C10L WASHER 
4PL 


ñ 20 PL 


03391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST GENERAL NOTES { 5 [ 
ӨТҮ T PART NUMBER DESCRIPTION | 1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 ` | 
043 | POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 ЛА 
ЧЕБЕН ЕЕЕ) ші SKIDTUBE ASSEMBLY | 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 
3 103391021 А Y 3 
EH a | 3) TOLERANCES: PER DART OSI 018 UNLESS, OTHERWISE NOTED 
1 ! D3391-025 AFT TUBE ASSEMBLY | 4) UNITS: INCHES UNLESS OTHERWISE NOTED 
| 5) USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 00.297 SIZE HOLES 
2 LIEN 1 ከ = FOR WEARSHOE INSERTS. С ВОВЕ AS NOTED AND INSTALL INSERTS EXCEPT 
WEN | WHERE INDICATED. 
1 D4095-043 WEARSHOE i 
mE 1 6) FIT D4095-041 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 
Ж ታክ | APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND DESIGN PH DART AEROSPACE USA, INC 
. 11104095545 WEARPAD TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 DRAWN XD KENT, WA 
1 ..| D4095-051 WEARSHOE 7) FIT D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH [CHECKED | 4 [DRAWING NO. REV. | 
ÁN — THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND [мес APPR. | № 103391 የው ውም OFS 
ل2‎ TEOT - EEE TRANSFER DRILL @0.50 HOLES FROM SADDLE ТО D4095-043 ПЕШТЕН ЕР” |тте Sak 
4 LAN3C7A BOLT Бі 
i 38  ANSGDCTOL WASHER. 5% 55 | fff |412 FLOAT SKIDTUBE NTS 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
тыз DOCUMENT S PIATE ANO CONFIDENTIAL AMD 8 BUPOUED ON THE EXPRESS CONDITION THAT የ5 
10). NOT TO BE USED FOR ለህን PURPOSE OR COPED Om CONMQMEATED ТО ANY OBER PERSON WITHOUT 
WITTEN PERSSON РИ Ом DART AEROSPACE UA NC. 


30.1 
DIST TO CENTER OF BEND 


03391-1 CUTTING DETAIL 
(MAKE FROM 06013-047 SKIDTUBE MATERIAL) 


SECTION А-А 
SCALE 2X 


13° REF 


DISTANCE TO 


REF TANGENT POINT 


D3391-011/-021 BENDING DETAIL 
(MAKE FROM D3391-1) 


3.59010 525 


= be 06879 


SECTION B-B SECTION C-C 
SCALE 2X SCALE 2X 


24 
qi QEL EAS E[ 


2011-11- 93 


23.460 
ВЕҒ 


KENT, WA ` 
[CHECKED | J _ÎORAWING NO. REV. 1 
М) | 03391 SHEET3 OF 8 
№, me 
ዛታ | 412 FLOAT SKIDTUBE 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 


зем | PH | DART AEROSPACE USA, INC 
| xbr | 


20.000 
000 5 EQ. SPACES 
2.000 4.000 PITCH 
2.79 


DRILL #4 (00.209) 
4PL 4.000 
2.000 


DRILL THRU 21/64" (00,328) 
9PL 20.640 


CSINK 20.438 x 45° DRILL 20.297 


(BOTH SIDES) 10 PL (DISTANCE TO FWD 
SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 
9PL 

INSTALL 

AELS-1032-225 

AFTER FINISH 

10PL 


DETAIL D 


D4095-051 


Шашы B — 
AN3C4A BOLT 


AN960C10L WASHER 
03391-011 ASSEMBLY DETAIL SPL 


` SEAL WITH 
SIKAFLEX-241/-291 


D3391-011/.021 FWD TUBE ASSEMBLY PARTS LIST 


D3401-041 
TOW CAP 


BOLT 
WASHER 


DETAIL D 
SCALE 2X 


8.000 


DRILL #4 (200.209) 
4PL 


0.500 


DRILL THRU 21/64" (20.328) 
4PL 20.640 
C'SINK 20.438 х 45° DRILL 20.297 7.25 4% 


(BOTH SIDES) 10 PL (DISTANCE TO FWD 
SADDLE HOLE, REF) 


03391-021 DRILLING DETAIL 


INSTALL 03670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 

4PL 


INSTALL 
AELS-1032-225 
AFTER FINISH 

10 PL 


DETAIL D 


D4095-051 


WEARSHOE IN | 
AN AN3C4A BOLT 


AN960C10L WASHER 
D3391-021 ASSEMBLY DETAIL . PL 


AN3C4A BOLT 
D3672-1 WASHER 
ANS60C10L WASHER 
4PL 


ренин 
2011-11- 0 4 


DART AEROSPACE USA, INC 
KENT, WA 
REV. I 
SHEET4 OF 8 
SCALE 
H NTS 
COPYRIGHT © 2005 BY DART AEROSPACE USA. Inc 


тиз QOCUMENT 65 PRIVATE AND CONPOENTIAL AND t3 SUPPLIED ON THE EXPRESE CONDITION THAT IT tS 
NOT TO DE USED FOR ANY PURPOSE OA COP GD OR COMMUNICATED TO ANY ОТМЕЛ PERSH WITHOUT 
WRITTEN PERUISSN PROM DART AEROSPACE USA, IE- 


DISTANCE TO 
` FWD END OF 
D3389-1 WEB 

4.94 
Y 


DETAIL E 
DRILL THRU 21/64" (20.328) 
CSINK 20.438 X 45° (BOTH SIDES) 
12 PL 


WELD INTO PLACE 


INSTALL ረ 
pe : & GRIND FLUSH 
D3681-1 SPACER f (BOTH ENDS) 


DRILL 20.297 

INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 


SECTIONH-H 12PL SECTION X-X 
SCALE 5X SCALE 5X 


ICC 10339111357” MID TUBE ASSEMBLY 
ا‎ — aaa 
psum. mmn |-D2500-1-160 EXTRUSION 


DETAIL E 
SCALE NONE 


WASHER 
SCREW DRILL 20.391 
INSTALL ALS4-428-165 INSERT 
MS27039C4-08 SCREW 
D3672-3 WASHER 
03251213 MID TUBE ASSEMBLY AN960C416L WASHER 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH C 
2) "INSTALL D3389-t WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QS! 015 4PL SECTION LL 
3) WELDING: PER DART QSI 004 SCALE 5X 


а а || 


REFER TO 
DETAIL K 


DISTANCE TO 

END OF WEB з 
4.19 

REF 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL 20.297 SECTION Y-Y 
INSTALL AELS-1032-130 INSERT SCALE 5X 
М527039С1-09 SCREW 

03672-1 WASHER 

AN960C10L WASHER 

AFTER FINISH 

4PL . 


DRILL 90-250 


APL SECTION LL-LL { 


SCALE 5X 


REV. | 
SHEETS OF 8 


PATE 11.10.13 


D:1391-023 MID TUBE ASSEMBLY PARTS LIST 


6 5 4 3 
99.50 
| 91.500 
| 89.750 
' 88.000 
| 72.500 
70.750 
| 62.500 
50.500 . 
36.500 " 
20.188 22.500 
TYP 10.500 ` 
DISTANCE TO REFER TO | ен 9 | 
FWD END OF DETAIL J — 
03389-1 WEB ዬ---- ደ ጨመ ጨዉ ጨመ ጮ፦ ኩብ ብበ sÑi....._ 
4.94 Л 
ሦ፦ » 0.50 P H G `x 
x 20438 REFER TO 
` ü [7] 
. RPL ፎፕልዚ К 
БЕТА. A DRILL THRU 21/64" (20.328) 
CSINK 00.438 X 45° (BOTH SIDES) . ‚ 
. 5PL i ` ü 
D3391-023 ASSEMBLY DETAIL, 
А 
| WELD INTO PLACE * ` 
INSTALL 
ER & GRIND FLUSH 
03681-1 SPACER (BOTH ENDS) 
#45° 
ж; DRILL 20.297 
] INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 
_ | ТҮР TO 3.610 
TION GG SECTIONH-H SPL . SECTION XX 
SCALE 5X SCALE 5X SCALE 5X 


. + .. 


02500-1-100 [EXTRUSION 


D3389-1 WEB 


20 AELS-1032-130 


ж- 


.- 
3391-023 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


3) WELDING: PER DART QSI 004 


2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 051015 


አየር APPR. | "Me, | 03391 


ANE | TTE SCALE . 
65.6. | = |412 FLOAT SKIDTUBE NTS . 


7.000 
5.250 
1.750 ` 
Y 
D 
+0.00 - 
0.70515 
Y 
DISTANCE TO 
END OF WEB 
4.19 
REF- 
DETAIL K i 
‘SCALE 4X | 
с | 
SS) | 
P 
REMOVE 0.225 
FROM TOP AND BOTTOM . 
TO 3.800 7" 
(0.7 FROM BOTH ENDS) + 
. B 


SECTION Ү-Ү 
SCALE 5X 


OELEASE |. 


у іші --84 Ш. | 
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2 1 


REF 


VIEW ВВ-ВВ 


SCALE 4X 


1.52670 000 EN 


SECTION AA-AA 


SCALE 6X 


SECTION N-N 


SCALE 6X 


DETAIL S 
SCALE 4X 


36.435 

TO TAPER 
MACHINE CONSTANT 
TAPER FROM 93.750 
TO 23.200 


43.3 
REF 
DIST TO CENTER OF BEND 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


- 0.200 -] LL 0.68770.010 


SECTION Р-Р. 


SCALE 6X SCALE 6X 


SCALE 4X 


SECTION Q-Q 


CHAMFER 
30*X0.060 DEEP 


— à 


DRILL #4 (20.209) 
2PL 


DETAIL V 
SCALE 6X 


93.000 
REF ! 
@3.200 


SECTION R-R 
SCALE 6X 


ене 
200-11- 84 


ART AEROSPACE USA, INC 
KENT, WA ጻ 
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SCALE 
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OISTANCE BETWEEN HOLE AND 
TANGENT POINT 


36.000 
9 EQ. SPACES 
4.000 PITCH 


DRILL THRU 21/64" (20.328) 

14 PL 

ORILL @0.297 CSINK 20.438 X 45° 
22PL (BOTH SIDES) 

537 


3391-015 BENDING AND DRILLING DETAIL 


{ЗЕЕ CBORE DETAIL BELOW} 
INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOSOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


D4095-049 
WEARPAD 
LY AND CBORE Di P 7 
(SEE TABLE) AN3CSA BOLT AN 
AN960C10L WASHER AN3C4A BOLT 
4PL AN960C10L WASHER 
4PL 


BLY PAI T 


[Se | 


DESCRIPTION 


AFT TUBE ASSEMBLY 


AFT TUBE ASSEMBLY — 


X 
X 
нын 


SPACER 


AELS-1032-130 


AELS-1032-225 
ALS4-428-165 


= 
6 
“ና ተ 


[30 10 | 
የ9958 


pom ue] 
[re Slee үз сз у т 


C'BORE HOLES MARKED CB1-C84 AS FOLLOWS AND 
(INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


INSERT 

INSERT 

INSERT SECTION uu 
BOLT SCALE 3X 
BOLT 


ARKED | D3391-015 


t 


03391-026 
8 


90.430 X 0.170 | AELS-1032-225 YIN 


ይ fe 190430X0.040 


20.430 X 0.170 | AELS-1032-130 
AELS-1032-130 
NONE 


AELS-1032-130 


DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


P3391025 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW) 


CBORE 00516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 


SECTION CCEC 


4PL 


INSTALL 03670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


D4085-049 
WEARPAD 


AN3C5A BOLT 
ANS60C10L WASHER 
4PL 


D3391:025 ASSEMBLY AND CBORE DETAIL 


(SEE TABLE) 


SEAL WITH 
SIKAFLEX-241/-281 


AN3CAA BOLT 
D3672-1 WASHER 
ANSE0C10L WASHER 


ELERSETY 


TITLE 
412 FLOAT SKIDTUBE 


WOT TOBE USED FOR яму 


DRILL THRU 21/64” (20.328) 


CSINK @0.438 X 45° 
(BOTH SIDES) 


DART AEROSPACE USA, INC 


KENT, WA 
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МО. 225 -- | 

| AWS D17.1.2001 
QUALIFICATION TEST RECORD 

Name: | URS SIUS NENNT RR Me 

Job ғ ሂየህገኒ5ላጨ _ ——— 


` Part #: — S 


Description: 
Welding Proc 


NEL A META RENE 
ess: Tig] d^ Migl 1 
Base materiel: AN. ERE LE 


Current: АС“ ӘСІ | 


TEST REQUIREMENTS AND RESULTS 


Visual: pass, — fail[ 1 


Incomplete Penetration: ` pass[7] fail | 
Incomplete Fusion: pass[u]  fail[ ] 
Cracks: ` pass] (аш 1 
Overlap (cold lap) pass[^] fail | 
Undercut: pass] Ш | 
Pin holes: | pass[4 fall ] 
Porosity (surface): | pass[ 4 (аш | 
Coloration: | pass] faill ] 
Burn through: pass[ fail 1 


| 


Date of Test Coupon. |2X2-C 


Welder € Пу) ОСМ" - Date of Test Coupon /2-р- PYA 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMS\Production\approved.prod.\Welding Coupon.Rev.A . - 


